
STATE OF CALIFORNIA--BUSINESS,TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials
Quality Assurance and Source Inspection

Bay Area Branch
690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
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(707) 649-5493

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     69.28

WELDING INSPECTION REPORT
Resident Engineer:Pursell, Gary Report No: WIR-003070

Address: 333 Burma Road Date Inspected: 10-Jun-2008
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 1400
Prime Contractor: American Bridge/Fluor Enterprises, a JV OSM Departure Time: 2300
Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island Location: Shanghai China

CWI Name: Huang Wen-Pang / Wu Ming Kai CWI Present: Yes No
Inspected CWI report: Yes No N/A Rod Oven in Use: Yes No N/A
Electrode to specification: Yes No N/A Weld Procedures Followed: Yes No N/A
Qualified Welders: Yes No N/A Verified Joint Fit-up: Yes No N/A
Approved Drawings: Yes No N/A Approved WPS: Yes No N/A

Delayed / Cancelled: Yes No N/A
Bridge No: 34-0006 Component: Tower / OBG

Summary of Items Observed:
Bay 3
This Quality Assurance (QA) inspector arrived at ZPMC in Shanghai China for observation of Orthotropic Bridge 
Girders (OBG) and Self Anchored Suspension (SAS) Bridge. During this QA inspector’s observation in bay 3 it 
was noted that ZPMC was in process for fit-up at multiple stages on side and bottom plates. . ZPMC Certified 
Welding Inspector Wu Ming Kai was present at the time of observation and this QA inspector spoke with Mr. Kai 
on the work in process for bay 3. It was stated that tack welding for side, bottom and edge plates were in different 
stages of fit up. Component numbers SP183-001 and SP179-001 under WPS-B-P-2112-FCM using Shielded 
Metal Arc Welding (SMAW) welders observed for the above location were Zhang Feng and Yang Gencheng. 
DP010A (PL6B-PL6A) was being spliced together for deck panels the Flux Cored Arc welding (FCAW) process 
for the root pass under WPS-B-P-2231-B-U2-F with welder Wang Chuanbin. The CWI was monitoring the 
welding parameters and in process welding throughout this bay assisted by ZPMC Quality Control personnel. 
Bay 4
During observations by this QA inspector it was noted in bay 4 that ZPMC had performed Magnetic Particle (MT) 
inspection for side plate SP414-001 and had discovered 3 welds (numbers 5, 7 and 9) that had visible indications 
that were identified as cracks. ZPMC informed this QA inspector that they would submit a Critical Weld Repair 
(CWR) for this location. Also noted was that ZPMC had finished CWR B-CWR-106 with MT that this QA 
inspector had witnessed and found no rejectable indications. Heat straightening was taking place also in this bay 
for component number SP426A under ZPMC procedure HSR1 (B)-1099 which had a 650º maximum heat input. 
This was being monitored and documented by ZPMC QC personnel. 
Bay 7
This QA inspector observed ZPMC in bay 7 performing fit up operations in multiple stages for floor beam 
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components. The following floor beams were observed by this QA inspector FB027-001-101 web plate splice. The 
FCAW root pass was welded by ZPMC welder Xie Jin Xia and SAW for the intermediate and cover passes was 
being welded by ZPMC welding operator Huang Xin Lan under WPS-B-T-2221-B-L2c-S-1.This QA inspector 
also observed ZPMC performing in process weld repairs due to porosity discovered y ZPMC CWI while 
monitoring the weld progress for floor beam FB011-005-003. The length of excavations for 2 locations were 510 
mm. Heat straightening was observed for web plate FB027-002 under ZPMC procedure HSR1 (B)-1089 with a 
600ºc maximum heat which was being monitored and documented by ZPMC QC personnel. It was noted that 
ZPMC’s CWI Huang Wen-Pang was present during the welding operations in this bay and monitoring welding 
parameters and in process progression. Also present to assist Mr. Jing was ZPMC QC personnel for monitoring. 
Bay 8
 
 This QA inspector observed ZPMC in bay 8 using heat to bend internal diaphragm rings. During the observation 
it was noted that the metal was a bright red in color when asked to check the heat ZPMC Quality Control inspector 
Wang Tai used a temp stick to check the bottom of the plate. (The top to center is where the heat was being 
applied) This QA inspector requested the QC inspector to check the top at this point this QA verified the proper 
temp sticks used and seen that the QC inspector had a 230ºc and 100ºc only. At the time of this observation no 
600ºc in his possession and QC had to retrieve the 600ºc from the CWI Lv LiQing. ZPMC QC Shen Xue Jun was 
present and informed the CWI that this QA inspector would be generating an incident report for not having the 
proper equipment and for using a lesser value temperature marking indicator when asked by this QA inspector. 
ZPMC was in process of welding diaphragm plate splice for component number NSD1-SA196-1B under 
WPS-B-T-3221-B-U3c-S-1. Welding operator for the SAW process was Xu PeiPei. All items noted above was 
being monitored by ZPMC CWI Lv LiQing for preheat, welding parameters and progression for these locations.
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Summary of Conversations:
As noted above.
Comments
This report is for the purpose of determining conformance with the contract documents and is not for the purpose 
of making repair or fit for purpose recommendations.  Should you require recommendations concerning repairs or 
remedial efforts please contact Mazen Wahbeh, (818) 292-0659, who represents the Office of Structural Materials 
for your project. 

Inspected By: Riley,Ken Quality Assurance Inspector

Reviewed By: Carreon,Albert QA Reviewer
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